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CLAIMS 

$a\>^1» Process for assembling at least /wo simple sheet 
metal parts (1, 2, 3; 11, 12; 21, 21', .22, 22' ), in order 
5 to create a structural component of Topen cross section, 
which is preferably U-shaped, or of/closed cross section, 
at least one of said metal parts/ having a high or very 
high elastic limit and low f orgrtability , characterized in 
that : 

10 - the metal parts are forpfed by at least one bending 
process ; 

- the metal parts are arranged relative to each other in a 
j unc t i on section; 

- the metal parts are' assembled by crimping at the hem (4) 
15 along the junction section of said parts. 

2. Assembly process according to Claim 1, 
characterized i?l that at least one of the parts is made of 
steel and has/an elastic limit of more than 400 MPa. 

3. Assembly process according to Claim 1, 
20 characterized in that at least one of the parts is made of 

aluminium alloy and has an elastic limit of more than 200 
MPa. 

*2^^ 4. Assembly process according to any one of Claims 

1 to 3 , characterized in that the ratio of the radius of 
25 the hem (4) to/the sum of the thicknesses of the various 

parts one wishes to assemble along the junction section is 

between 2 an/ 10. 

5. ^ssembly process according to any one of Claims 

1 to 3 , characterized in that the ratio of the difference 
30 between /he radius of the hem (4) and the thickness of the 

outermost metal with the thickness of the innermost metal 

is morjB than 2. 
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^Qj^ ^ 6 • Assembly process according to an} one of the 

✓preceding claims, characterized in that the 1 nature or 
thickness of the various panjts is not identical for all 

7. Assembly process/ according to any one of the 
5 preceding claims, characterized in that the junction is 

not rectilinear and has /a local curvature, the radius of 
which is more than at ljast five times the external radius 
of the hem (4 ) . 

8. Assembly p^bcess according to any one of the 
10 preceding claims, characterized in that, after said hem 

crimping, blocking dt said hem with respect to the sliding 
of the assembled /parts along the junction section is 
achieved by bonding, indentation or imbrication. 

9. Product/ obtained by the assembly process 
15 described in Vfeiny one of the preceding claims, 

characterized i^f that it has at least two metal parts (1, 
2, 3; 11, 12; J&l, 21', 22, 22' ) assembled with a hem (4) 
along a junctiran section of said parts. 

^vfc^lO- Product according to /claim 8, characterized in 
2 0 that the ratio of the radius gff the hem (4) to the sum of 
the thicknesses of the various parts that are assembled 
along the junction section i/s between 2 and 10. 

11. Product according to Claim 8 or 9, characterized 
in that the ratio of / the difference between the hem (4) 

2 5 radius and the thicl^hess of the outermost metal with the 
thickness of the innermost metal is more than 2. 

12. Product /according to any one of Claims 8 to 10, 
characterized ir/ that it is in the form of a two-web I- 
shaped girder /obtained by assembling four constituent 

30 parts (21, 2l/, 22, 22') connected by four hems (4) along 
the junction/section of the four parts taken in pairs. 

13. p/oduct according to any one of Claims 8 to 10, 
characterised in that it results from the assembly of two 
parts (l/, 12) by means of two hems (4) so as to form a 
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^Ml3 c1os S^ cross section, at least one of the two parts having 

/ a U/shc 



shaped cross section. 
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